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> BODY AND SHEET METAL 


GENERAL DESCRIPTION 





The design of the Ford Transit places particular emphasis on ease of repair to meet the demands of the 
cost conscious operator. This ease of repair allows for extremely simple repair procedures and thus 
influences the economic efficiency of a vehicle just as much as mechanical repairs and routine 
maintenance costs. 


To perform any sheet metal repair on FORD vehicles correctly it is imperative that genuine FORD 
replacement parts are fitted in accordance with the repair operations specified in the Workshop Manual, 
using suitable workshop equipment. 


For some time the FORD Service Program has incorporated part panels as an effective method for 
repairing bodywork damage on all current FORD models. Depending on the type of damage involved, it 
used to be common practice to replace an entire sheet metal panel. Contemporary practice is, by means 
of a part panel repair, to replace only those parts which are actually damaged. 


In addition to part panel repairs on non-load-bearing exterior panels, intensive research has also been 
done in developing part panel procedures for load-bearing sections of the body, with the result that 
replacement part panels suitable for repair are already identified during the development of a new 
body. 


All instructions concerning the location of joint lines for part panels in load-bearing areas must be 
strictly adhered to. Basically, the joint lines for a particular vehicle are positioned to suit the 
Shape and installation of the mechanical components fitted, such as engine, transmission, suspension, 
etc. Part panel repairs on accident damaged vehicles should therefore be limited to sections of the 
bodywork not affected by a possible reduction in strength and safety ensuing from the damage. This 
will ensure a satisfactory repair and adherence to the specified dimensions. 


Provided repairs are correctly executed, all repair procedures using part panels will result in the 
same standards of strength and operational safety being maintained for a new vehicle. Numerous 
Strength tests and extensive crash tests have proved that part panel repairs achieve equivalent 
Standards as when complete panels are replaced. In addition, the conveniently placed joint lines for 
part panel repairs mean considerably lower costs and reduce labour times in comparison with whole panel 
replacement. 


Body and sheet metal repairs to professional standards are achievable only by means of the necessary 
special tools. These include newly developed compressed air tools, such as air driven saws, etc., 
which reduce the amount of manual labour required of the panel beater and enable him to streamline the 
various tasks for an overall improvement in efficiency. A guide to the most frequently used bodywork 
tools is given in this section. 


Each operation to replace damaged body and sheet metal components is marked with an operation number. 
The arrangement of this section and the operation numbers contained therein corresponds to the Labour 
Time Schedule. This ensures conformity between the repair instructions and the Labour Time Schedule. 


In addition to part panel replacements, other cost and time-saving measures include straightening 
damaged sections of the vehicle following standard panel practice. 


All body repairs described in this section have been carried out on a Transit body shell. The 
particular order of individual operations is based on the types of accident damage which most 
frequently occur and is intended as a general guide for the workshop. 


All legislation regarding accident prevention requirements as well as other precautionary measures (see 
page 25) must be strictly observed. 
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GENERAL DESCRIPTION (cont'd) 





Since bodywork repairs always involve welding components, it is recommended that sectional repairs 
(part panel replacement) only be carried out using MIG or spot-welding equipment (because of the major 
panel distortion caused by oxy-acetylene welding). 


Body straightening operations should only be carried out cold. Spot-welded joints that are 
inaccessable with a spot welding gun are made by puddle welding, i.e. the spot-weld flange is drilled 
or punched and then welded with additional material. 


To avoid damage to the alternator during MIG welding, the battery and alternator must always be 
disconnected. 


CAUTION 
Readily flammable overalls must not be worn during welding operations. In addition, fuel line, fuel 


tank and any other flammable materials must be removed if welding is to be carried out in their 
vicinity. 





Fig.l. Body and chassis. 


i 
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GENERAL DESCRIPTION (cont'd) 





Safety body shell 

The front and rear sections of the body incorporate impact-absorbing zones and these together with a 
rigid floor assembly produce a self-supporting safety body shell providing the vehicle occupants with 
so-called "passive’ safety, Fig.l. 

In a head-on collision with an immovable solid obstacle at 50 km/h (30 miles/h), the FORD TRANSIT 
safety passenger compartment is so constructed that the occupants have the best possible chance of 
survival if wearing seat belts. 

The safety passenger compartment withstands this impact phase without notable distortion. 


It is, therefore, of the utmost importance that the original strength and resistance to distortion be 
retained when repairs are carried out. 


This can be achieved by replacing or straightening damaged parts. 

When straightening damaged parts/members, use cold-rectification whenever possible. If cold- 
rectification is impossible, straightening can be made easier by application of heat - but not over 
700°C. 


When replacing welded parts, it is vitally important that the correct welding process and technique 
is used. 


The parts shown in the following table are the ones primarily affected in accidents. The repair 


options with the corresponding repair operation numbers are also given, together with the importance 
of the parts concerned (i.e. load-bearing or not). 


Part Load- Operation 
description bearina No. 
Apron (front) Replace complete 

Cross member (front) lower Replace complete 

Apron panel | Part panel repair 

Side member Part panel repair 

Door entrance panel (front) Replace complete 

Side panel (front left) Replace complete 

Side panel (rear right) Replace complete 

Wheel house Replace complete 

Side sill Replace complete 


Rear panel Replace complete 


Cross member (rear) Pepnlace complete 





ee ne 
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GENERAL HINTS ON BODY REPAIRS 





Welded Joints 


With all-steel welded bodies, the structures which support the power unit, transmission and suspension, 
or their sub-frames, are welded to the body to form an integral unit. Each member, mounting, and even 
each external panel contributes to the overall strength of the vehicle and assists in giving protection 
to passengers in the event of an accident. It is therefore important that when a vehicle is repaired 
it is essential that each part satisfies its original strength condition. 


Welding Method 


1 - Gas fusion method (oxy-acetylene welding) 


With this method metal sheets are welded together by fusion, with a hot oxy-acetylene flame, in 
conjunction with welding rod. 


The disadvantage with oxy-acetylene welding is the high shrinkage stress and the consequential 
deformation. 


2 - Spot welding 
With electric resistance welding (spot welding), the area of contact is brought up to welding 
temperature by the electric current and fused together under local pressure. The disadvantage of 
spot welding is often the lack of accessibility for the electrode arms. 

3 - MIG welding 
The basis of this method is that an automatically fed welding wire (electrode) is fused at melting 
point under a protective gas screen. The weld fuses before the oxygen (air) can get in. 
Advantages of MIG welding are reduced shrinkage stress and deformation. Because of the minimal 
amount of heat generated during welding, adjacent heat-sensitive parts often need not be removed. 


In the automobile industry (both production and service) the use of MIG welding is being increased. 
This method offers the possibility of joining overlapping plates by puddle welding from one side. 


Specific Pointers - spot welding 


Of the welding methods described, spot welding is the one mostly used for bodywork repairs. To obtain 
satisfactory spot welded joints, attention should be paid to the following essential points: 


e Closeness of contact between both (or a number of) plates or flanges. 
@ Thickness of metal (thinner sheet is the determining factor). 


e Contact pressure of electrode arms. 
Only use welding equipment to British BS, DIN or equivalent standards. Where possible always use 
shortest welding arms (to ensure adequate contact pressure). 


@ Panels must be bright/clean (no rust, paint, grease or oi1). 
e Always apply standard weld-through, zinc rich primer before welding. 


@ Intensity of welding current. 


I I ERY 
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GENERAL HINTS ON BODY REPAIRS (cont'd) 





e Size (diameter) and spacing of spot welds. 
Spot weld diameter should be at least 3,6 mm in accordance with FORD Specification S72 GG IK-251 
AA. 

e The spacing between two spot welds should be 25 to 35 mm (if possible retain spacing used in 


production). In the cases of edges or flanges the centres of the welds should lie on the centre 
of the flange. 


Procedure for welding sheets, particularly for part panel repairs. 
e With internal sheet-metal parts “butt-welding" is permissible provided the metal thickness is not 


reduced by subsequent rubbing down. 


@ Butt welding is not acceptable for part panel repairs to apron panels since rubbing down the weld 
seam considerably reduces the thickness of the metal. 


@ With external sheet-metal parts both "lapped" as well as “butt" welds are permissible. 


Testing 


Welds must be shear-tested with the aid of a chisel or a screwdriver to ensure the weld has taken. 
This test should be conducted after dressing the repair. 


The chisel is inserted between the welded plates at several points and moved to and fro gently (by 
hand). The spot welds are satisfactory if the welds do not crack during the test. 


A weld is defective if any signs of burn-through, porosity or cracks are found. 
Defective spot welds should be drilled out and the plates should be rewelded by MIG puddle welding. 


The table overleaf shows spot weld sizes according to the thickness of the thinner plate in conformity 
with FORD Specification S72 GG 251 AA. 


The minimum shear strength given in KN is given for the purpose of verifying weld quality or strength. 
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GENERAL HINTS ON BODY REPAIRS (cont'd) . 


Thickness of thinnest Minimum spot weld diameter Minimum shear strength 
plate mm mm KN 





Checking Seat-Belt Mountings 


When "B" and "C" pillars are replaced (see Fig.2) these should be checked thoroughly at several points 
after welding to make sure that the welds are of satisfactory quality (weld core diameter, spot- 
welding spacing and strength to FORD specification S72GG IK-251 AA). 


With the lower belt anchorage points (floor assembly), adjoining plates within a radius of 100 mm 
should be checked, Fig.3. 


EE Fa 


TR44-185_ ____ 
Fig.2. “B" pillar. Fig.3. Lower belt anchorage point on floor panel. 





Soldered Joints 


Soldered joints are made with the aid of a metallic binding element - the solder - which is brought 
to melting point, this point being lower than that of the parts to be joined. 


The joint faces must be cleaned carefully before soldering. Hard solder (melting point above 5N0°C) jis 
suitable to cope with greater loadings. 


The most widely used soldering process (in repair work) is flame-soldering. This is done with a 
soldering lamp or oxy-acetylene torch and requires flux. 


Fig.4. overleaf shows the soldered locations on the vehicle. 


LE yk a IE EEO a a ert] 


February 1981 FORD TRANSIT ‘78 ONWARDS: SECTION 44-7 





BODY AND SHWE & I, “MFESITALL 





GENERAL HINTS ON BODY REPAIRS (cont'd) 





TR44-186 


Fig.4. Soldered locations. 





February 1981 FORD TRANSIT '78 ONWARDS: SECTION 44-8 





C Gord BODY AND SHEET METAL 


GENERAL HINTS ON BODY REPAIRS (cont'd) 





Sealing and corrosion protection 
The high level of quality achieved in the factory e Double-sided adhesive tape 


must be maintained after repairs. FORD Specification SKM 3G 9503-A 
A decisive factor for adequate long-term e Underseal 
protection is the use of: FORD Specification SKM-5G 9500-A 
e Corrosion-preventative primer e Wax underseal 
FORD Specification SKM-99J 9588-A FORD Specification SKM-7C 9552-B 
e Zinc dust primer (weld-through) @ Cavity rust-proofing wax 
FORD specification SKM 6J 9569-A FORD Specification SKM-7C 9550-A 
@e Metal joint sealant These materials can only adhere properly and ensure 
FORD Specification SM-4G 4650-A long-term protection when applied on clean, dry 
surfaces. 
e Multi-purpose adhesive 
FORD Specification SM-2G 4610-A Figs.5 and 6. show the most important parts and 
areas that must be treated with a particular mat- 
e Windscreen/rear window sealant erial after the repair work. 


FORD Specification SM-4G 4631-A 
Satisfactory results depend upon extremely careful 
e Caulking compound execution of operations with sealants, adhesives or 
FORD Specification SM-4G 4632-AB primers. 


e Air-drying sealing compound 
FORD Specification SKM 4G 9513-A 





TR 44 - 176 


Fig.5. Dots - Metal joint sealant. 
Shaded area - Underseal. 
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GENERAL HINTS ON BODY REPAIRS (cont'd) 


TR44°175 


Fig.6. Dots - metal joint sealant. 
Shaded areas - underseal. 





Cavity Rustproofing 


Most major bodywork repairs also affect a wax-treated cavity. Fig.8. shows the areas treated with wax 
during production and these have to be re-treated after sheet metal repairs. 


The cavities must be free of welding, drilling or other residues (clear with compressed air). Since 
the rust-proofing wax begins to run at 80°C, carry out all operations with extra care. 


If steam jets are used for cleaning, the outlet temperature at the jet must not exceed 90°C. 


After treatment, all holes, see Fig.7, should be sealed with a rubber pluq (see Parts microfilm for 
Part Number and Finis Code). 





Fig.7. Location of rubber plugs. 
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GENERAL HINTS ON BODY REPAIRS (cont'd) 








Fig.8. After a repair, the body must be treated with anti-corrosion agents (in the shaded areas) 
after painting. Thickness approx. 0,04 - 0,05 mn. 
A - PVC underseal 
B - Cavity rust-proofing wax 
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GENERAL HINTS ON BODY REPAIRS (cont'd) 





Panel Rework 


Depending on the type and extent of the damage, it 
may be preferable to repair rather than 
replace accessible skin panels, Fig.9. 





Fig.9. Access apertures for panel beating on side 
panel and door. 


Straightening Operations 


In many cases, bent or buckled panel and member 
sections can be straightened with hydraulic 
compression or stretching equipment, Fig.10. 


These tools eliminate the need to renew parts that 
are difficult to replace. 





Fig.10. Straightening with hydraulic compression 
tool. 


Part Panel Replacement 


Part panel replacement in the damaged area may 
only be carried out on parts of the vehicle not 
subject to severe stresses. 


For reasons of strength the cut locations 
recommended in the following operations must be 
used, Fig.ll. 





Fig.11. Recommended sectional repairs on side 
panel (rear). 
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GENERAL HINTS ON BODY REPAIRS (cont'd) 





Complete Part Replacement 


Where damage is extensive it is necessary to 
replace body panels complete as supplied. (For 
example - side panel, Fig.12.). 


oa : 
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This is also the case if the damaged part conceals 
load carrying members or bracing, or if the part 
is double skinned and panel beating is impossible. 


OPERATIONAL SEQUENCE 


Cut out damaged part 


Using a compressed air cutting tool or hand 
chisel, cut out damaged part, Fig.13, taking care 
not to damage adjacent and underlying parts. 





Fig.13. Cutting out fender with pneumatic power 
chisel. 


Remove panel remnants from spot weld flange 


Using a compressed air cutting tool or end cutting 
pliers remove panel remnants, Fig.14A. On 
overlapped panels it is advisable for spot welds 
to be drilled or punched, Fig.14B. Hard soldered 
points on adjoining panels should be heated and 
prised apart then cleaned with a wire brush while 
hot. 


© 

‘ 

« 
. 
c 
* 


To prevent heat damage to upholstery and glass 
during cutting or welding operations, these items 
must always be protected. 
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Fig.14. A - Remove panel remnants using 
pneumatic power chisel 
B - Drill spot welds 
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BASIC OPERATIONAL SEQUENCE (cont'd) 





Dress and align flanges 


Remove remnants of spot welds using sanding 
machine, Fig.15., and dress either side of flanges 
to bright metal, Fia.16B. Then straighten 
distorted flanges using hammer and dolly, 

Fig.16A. 





TR44 - 189 


Fig.15. Removing weld remnants using 
sanding machine. 


: 7 : 
—! TR44-84 
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Fig.16. A - Align flange 
B - Dress flange using wire brush 





Dress flanges (replacement panels) 


Flanges on new panels must be cleaned to bright 
metal on either side to ensure good spot welds. 
Flanges may be dressed either by using a sanding 
machine or by heating with a welding torch —==———— 
followed by wire-brushing, Fig.17. —_— ——_———|}0 


_ ~> 
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If parts are painted on reverse side prior to \ 
fitting, flanges should be masked with adhesive a) oO 
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TR 44-85 
Fig.17. Burning off paint layer on flange. 
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BASIC OPERATIONAL PROCEDURE (cont'd) 





Apply weld-through primer 


In order to prevent corrosion at joints all con- 
tact faces of body and replacement parts should 
be coated with zinc rich weld-through primer, or 
anti-corrosion primer, Fig.18. 





TR44-86 


Fig.18. Apply zinc rich weld-through primer or 
anti-corrosion primer to contact faces 
of body and replacement part. 


Align replacement part and secure with clamps 


Make a joggle along cut edges on vehicles using 
crimping tool, Fig.19B. Position new part and 
align to contours of adjoining panels, Fig.19A. 
Ensure replacement panel is correctly aligned to 
body breaklines and natural breaks of adjacent 
panels. 





Fig.19. A - Position new part and clamp 
B - Joggle edge on body using crimping 
tool (overlapping) 


Spot weld, MIG weld or braze new part 


The new part should be spot welded (wherever 
possible), Fig.20A. Electrode arms of different 
design are available for this purpose. 


Ensure that welds are properly made through both 
flanges. 


To avoid burning paint coat between panels, 
welding and brazing operations should be limited 
to locations where spot welding is not possible, 
Fig.20B. 





Flammable materials must be removed from the Fig.20. A - Spot weld new part 
welding area. Fire extinguishers must be B - Braze new part 
immediately available whenever welding operations 

are carried out. 
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BASIC OPERATIONAL SEQUENCE (cont'd) 





Dress welded/soldered locations 


Dress welded and soldered locations with a 
suitable sander. To avoid weakening, remove the 
minimum amount of material compatible with a clean 
surface. 


Solder filling joint seams 


Cleaning of seams to be filled should be conducted 
with great care. Remove paint and dirt with a 
Sander and clean uneven panel sections and spot 
welds with a wire brush. Round brushes that can 
be powered by a drill are particularly suitable, © 
Fig.22A. Coat the clean bright metal surface with 
tinning paste. While tinning, move burner (Bunsen 
burner whenever possible) from the outside inwards 
to prevent surface slipping, Fig.22B. Wipe off 
paste residues with a rag. 





TR44-178 


Fig.22. A - Clean seam with round steel wire brush 
B - Tin seam 


Solder-filling involves various shapes of wooden 
smoother, beeswax and bar solder (20%). While 
carrying out solder filling, care must be taken to 
ensure that material remains brushable and no air 
bubbles are formed, since the latter will usually 
appear as craters after painting, Fig.23. 


This solder process is suitable for a variety of 
applications, e.g. levelling rough spots or 
treatment of edges and contours. 





Fiq.23. Solder-fill seam using a suitable 
smoother. 





February 1981 FORD TRANSIT '78 ONWARDS: SECTION 44-16 





BODY AND SHEET “RRETAL 





BASIC OPERATIONAL SEQUENCE (cont'd) 
Machine soldered locations 


Soldered locations can be machined in a variety of 
ways - by rotary sander, planing tools, orbital 
sander and powered mills, grindstones and grinding 
discs, Fig.24. While machining, make sure no 
localised distortion occurs. 





Fig.24. A - Using body file on a solder filled 
location. 
B - Machining soldered location with 
circular miller. 


Sealing seams and spot weld flanges 


Prior to sealing, apply primer to seams and 
flanges. 


A variety of materials are needed for sealing, 
ranging from low-viscosity compounds to solid 
sealing strips. 


It is essential to apply the correct sealing 
materials; they are used in different ways; laid,’ 
brushed or sprayed, Fig.25. 


On completing the sealing job in question, the \ 
repaired part of the body must always be checked | oa | ont TR44-92 
for leaks (water test). 





Fig.25. Applying joint sealing material. 


After repair work, all new parts and part panel 
replacements must be brushed or sprayed with 
underseal from the reverse side, as in production. 
Fig.26. 





Fig.26. Spray underseal. 
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BODYWORK TOOLS AND EQUIPMENT 

Introduction 

The following list is suggested as a guide to the basic bodywork tools and equipment required to 
carry out professional bodywork repairs. The choice of tools shown does not imply any recommendation 


in respect of any make or design. The range of tools may be expanded further according to individual 
requirements. 


Selection of hammers 


Plate shears, right 


Plate shears, left 


Hand punching tool 
(5mm dia.) 


Combination pneumatic punching 
and joggling tool 





Cold chisel 


Triangular hardwood paddle 


| 


SLL S60] 


TE 44 - 190 
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BODYWORK TOOLS AND EQUIPMENT (cont'd) 





Half round file - 250 mm (10 in) 


wy yy 


Adjustable file holder 


EAC 350 mm (14 0) boty fe 


—_ a 
nie 


Mole grips with open-ended jaws 








Weld clamps with curved jaws 


Weld clamps with straight 
and rectangular jaws 


Crimping tool 
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BODYWORK TOOLS AND EQUIPMENT (cont'd) 










Pincers 


| H Wire brush 


Rotary wire brush 


Various dollies 


Various spoons 
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BODYWORK TOOLS AND EQUIPMENT (cont'd) 







Wooden mallet 


Pneumatic saw 





Grinding machine 





Drilling machine 





Pneumatic chisel with 8 inserts 





TE 44 - 191 
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Hydraulic aliaqning equipment 





Hydraulic aliqning equipment 





Spot welding aun 
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BODYWORK TOOLS AND EQUIPMENT (cont'd) 








Flectrode arms of different shapes 
with electrodes 





Flame torch 


Oxy-acetylene welding equipment 


with 6 burner inserts 
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Metal Inert Gas (MIG) 
welding equipment 


SPECIAL SERVICE TOOLS 


No special service tools required 





OPERATIONAL SAFETY MEASURES 


The following protective clothing and equipment must be provided for safety reasons: 
@ Protecting and welding goggles 

e Chrome leather gloves 

e Safety boots 

e Ear protection (necessary for pneumatic hammer operations) 


e Breathing mask (necessary for lead grinding operations) 
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SAFETY PRECAUTIONS AND LEGAL REQUIREMENTS 


When exposed to intense heat from naked flames, certain rustproofing agents give off harmful vapours 
and gases. When subjected to heat the PVC underseal produces hydrochloric acid, and riqid polyurethane 
foam forms isocyanate. Wax underseal/cavity-sealant produces fumes which may be harmful if inhaled. 
The vapours and qases given off when various plastic materials melt may contain carbon monoxide, 
formaldehyde, nitrous fumes etc. 


For personal and environmental protection at the place of work, the following instructions must he 
oO} lowed: 


1. Even though there is no direct risk of fire, keep a fire extinquisher within easy reach. 


2. If possible, the rustproofina agents applied in the area to be welded should be removed first. 
Rigid polyurethane foam can be removed using cutting tools, wax and underseal preferably with 
Sanding discs or steel wire brushes. Wax or underseal can also be removed using a hot-air blower as 
used by the decorating trade when layina synthetic flooring. 


3. If the rustproofing agents cannot be removed 
for reasons of space or accessibility, fumes 
and vapours must be extracted directly during 
welding operations. Exhaust extraction units 
with suction funnels attached to flexible hoses 
are most suitable for this purpose, Fig.27. 


4. Welding operations should always be carried out 
in separate, well ventilated rooms. Always use 
breathing masks. 


TR44-190 





Fig.2/7. Fume extraction. 

9. In the case of cavities filled with rigid foam, drill a hole on the side facing away from the 

operator so that vapours may escape. 
IMPORTANT 
The legal requirements applicable to individual countries - which may differ in some respects - must 
be observed. 
NOISE PROTECTION REQUIREMENTS 
During bodywork operations, e.g. cutting out sheet-metal parts with a partinag-off arinder or pneumatic 
chisel, as well as the grinding and straightening of metal panels, a noise level of 8&5 - 90 dB(A) is 
usually reached or exceeded. Such noise can cause hearing damage and can increase risk of accidents e 


Since it reduces operator perception. 


In order to avoid subsequent injury (hardness of hearing and deafness due to noise come top of the list 
of occupational illnesses) ear protection should always be worn for such work. 


Ear muffs or plugs are best suited for bodywork operations. 
All noise areas inside the workshop should be clearly identified with sians etc. Further comprehensive 


notes and requirements are given in Accident Prevention Requlations available from Local Government 
authorities. 


SS SSS S| 
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Contained 
in 
Operation 


Described 
in 
Publication 










BODY AND SHEET METAL 


44 214 Hood - replace 

44 224 Radiator grille panel - replace 

44 234 Panel Body Front - lower - replace 
44 253 Fender - front - replace (one) 

44 264 4 Headlamp mounting panel - replace 


44 271 4 Battery bracket - replace 


44 274 4 Crossmember - front - replace 
44 276 4 Apron panel - replace (one side) 
44 276 5 Section - apron panel - replace 


44 281 5 Section - side member ~ replace 
44 413 Door (cab) - replace 

44 415 Outer panel - door - replace 

44 453 Side door (with window) - replace 


44 476 4 Rocker panel - front (rear) - replace 
(side panel removed) 


44 477 4 Rocker panel extension - replace 
(side panel removed) 


44 478 4 Entrance step - front - replace 
(fender and door sill removed) 


44 517 Side panel with inside window panel - replace 
(front left) - 


44 518 Side panel - rear right - replace 
44 534 4 Wheel house - replace 

44 574 Box corner - replace 

44 575 4 Door sill - replace 

44 642 Panel - back - replace 

44 674 Crossmember - rear - replace 

44 696 Fender - rear - remove and fit 


44 734 Tailgate - replace 
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SERVICE AND REPAIR OPERATIONS 


44 214 HOOD - REPLACE 


To Remove 


l. 


Detach tubes and windscreen washer jets from 
hood. Then remove tube retaining clips. 


Detach lock striker and safety catch (1 bolt). 
Remove hood (4 bolts), Fig.28. Use a cover to 
protect paintwork of cowl panel and fenders. 


Replace hood support. Replace rubber grommet 
using a screwdriver. 


To Install 


5. 


Attach hood, leaving bolts finger-tight. 
Align hood so that clearance with adjacent 
body parts is even all round and hood top is 
flush with cowl panel and fenders, Fig.29. 
Tighten bolts with hood in this position and 
remove cover. 


. Fit safety catch and align it so that it 


engages correctly in the striker plate, 
Fig.30. 


Fit lock striker and adjust. Set striker so 
that it engages fully in the leg spring of the 
hood lock and hood top is flush with the 
fenders. 


Attach windscreen washer tube retaining clips 
and tubes as well as jets on hood. 


9. Adjust windscreen washer jets. 





Fiq.28. Hood hinge bolts. 
A - Bolts and washers 
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Fig.29. Hood alignment - underside of hood to 
radiator grille panel 
B - 7,5 + 1,5mm 





Fia.30. Fit hood safety catch. 
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44 224 RADIATOR GRILLE PANEL - REPLACE 





To Remove 


i 
2. 


Remove hood cable from radiator grille panel. 


Remove leg Sprit (1 bolt), then remove both 
headlamp panels (4 bolts). 


. Unclip corners of bumper and take off bumper 


(2 bolts). 
Remove Ford emblem and all clips. 
Unscrew radiator panel bolts (19), Fig.31. 


Secure hood, detach hood support and remove 
rubber grommet. 


Take off radiator grille panel, Fig.32. 


To Install 


8. 


Insert bolts in new part, align with fenders 
and then tighten bolts (19). 


Insert rubber grommet and attach hood 
support. 


Fit bumper and clip on corners of bumper. 
Screw on both headlamp panels. 
Attach leg spring, Fig.33. 


Fit hood cable on leg spring and radiator 
grille panel. Then adjust hood cable. 





TR44-2 


Fig.3l. Radiator grille panel bolts. 





Fig.32. Radiator grille panel removed. 





TR/41/32 
Fig.33. Attach leg spring. 
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44 234 PANEL - BODY FRONT LOWER - REPLACE. 





To Remove 





1. Take off both headlamp panels (4 bolts). 


2. Detach hood cable from leg spring. 





Fig.34. Cut body front lower panel away 
from fender. 


3. Unclip corners of bumper and take off bumper 
(2 bolts). 


4. Take off radiator grille panel (19 bolts). 





5. Cut body front lower panel away from fenders, 
left and right, FIg.34. 


6. Cut out body front lower panel from 
crossmember, Fig.35 and Fig.36. 


7. Remove metal remnants. 





Fig.36. View of front crossmember when body 
front lower panel removed. 
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8. Dress and align spot weld flanges, Fig.37. 
9. Remove all metal remnants as far as possible 
between fenders and crossmember. 
To Install 
10. Dress spot weld flanges on new body front 
lower panel. 
11. Shorten spot weld flanges right and left on 
new body front lower panel. 
12. Coat spot weld flanges with weld-through 
primer. 
13. Position new panel and fix with clamps, 
FIGs) Os 
14, Spot weld new body front lower panel, Fig.39. 
15. Position radiator grille panel and bolt on. 
16. Fit bumper, install hood cable and adjust. 
17. Fit both headlamp panels. 





Fig.37. Dress spot weld flanges. 
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Fiq.38. Fix new body front lower panel on 
crossmember with clamps. 


ie 





Fig.39. Spot weld new body front lower panel 
onto crossmember. 
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44 253 FENDER - FRONT - REPLACE (one) 


To Remove 


ibe 


Disconnect earth cable from battery. 


2. Take off both headlamp panels (4 bolts). 


Unclip corners of bumper and take off bumper 
(2 bolts). 


Take off complete radiator grille panel 
(19 bolts). 


Remove headlamp and indicator (4 bolts) and 
remove hood bump rubber. 


Remove bolt securing fender to apron panel. 
Mark fender cut line and cut out fender. 


Cut fender at welded bracket connections and 
headlamp support panel. 


Cut fender in area of apron panel, Fig.42. 








TR44-6 
Fig.42. Cut line in area of apron panel. 
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9. Cut fender in area of 'A' pillar and then take 
off, Fig.43. 3 





Fig.43. View of front quarter with fender cut 
out. 


10. Remove metal remnants from spot weld 
flanges, Fig.44. 





Fig.44. Remove metal remnants. 


11. Dress spot weld flanges and straighten 
with hammer and dolly, Fig.45. 





Fig.45. Dress spot weld flanges. 


A 
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44 253 


To Install] 


12. Punch spot weld flange for A pillar on new 
fender, Fig.46. 


13. Coat contact faces of bodywork and fender 
with weld-through primer. 





“TR 44-10 


Fig.46. Punch spot weld flange for A pillar on 
new fender. 





 ——_ 
14. Adapt fender to corner of cowl panel, align 
with door and hood and fix with clamps, 
Fig.47. 
NOTE: Fender gap must be even all round from 
adjacent parts. 


15. Fit fender bolt at corner of cowl panel. 


16. Spot weld fender to apron panel and headlamp 
Support panel, Fig.48. 








= Fig.48. Spot weld fender in area of apron panel. 
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17. Remove door trim panel, pull off plastic door 
sheet, loosen bolts (6) and take door off the 
hinges, Fig.49. 


18. Plug weld fender in area of A pillar, Fig.50. 


19. Dress welds and seal fender at A pillar and 
apron panel using metal joint sealer, Fig.51. 
Then spray underseal on the inside. 
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Fig.49. Take off door, by loosening 6 
bolts. 





Fia.50. Plug weld fender in area of A 





hinge 





Fig.51. Seal fender at A pillar and apron panel. 
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20. Fit door and position. 


NOTE: Pay attention to gap between fender and door 
panel, Fig.52 and Fig.53. 


21. Fit plastic door sheet and door trim panel. 
Fit hood bump rubbers on fender. 





Fig.52. Gap between fender and door panel. 


22. Fit headlamp and indicator. 


23. Bolt radiator grille panel to bodywork, paying 
attention to gap between hood and fenders, 
Fig. 54. 


24, Bolt on both headlamp panels. Fit hood cable 
and adjust. Refit side mirror. 





Fig.53. Gap between fender and hood. 


25. Connect battery earth cable. 





26. Adjust headlamps. 
TR44-2 
Fig.54. Radiator grille panel fitted. 
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44 264 4 HEADLAMP SUPPORT PANEL - REPLACE 


Te 


To Remove 


1. Cut out headlamp support panel along cut line 
at connection of crossmember and radiator 
grille panel holder, Fig.55. 


2. Remove metal remnants from spot weld flanges. 


3. Dress spot weld flanges and straighten. 





Fig.55. Cut lines for headlamp support plate. 


To Install 


4. Dress spot weld flanges on new headlamp 
support bracket and holder. 


5. Coat contact faces of spot weld flanges with 
weld through primer. 





Fig.56. Fix headlamp support panel with clamps. 


6. Adapt new headlamp support panel to cross- 
member and apron panel and fix with clamps and 
cramp, Fig.56. 


7. Spot weld headlamp support panel, Fig.5/. 





TRa. 


Fig.57. Spot weld headlamp support panel. 
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44 271 4 BATTERY BRACKET - REPLACE 
To remove 


1. Drill out weld points in battery bracket and 
holder, Fig.58. 


2. Cut off bracket with holder from apron panel. 


Ww 


. Dress spot weld flanges and straighten. 





Fig.58. Drill out weld points on battery bracket. 


To Install 


4. Dress spot weld flanges on new bracket and 
holder. 


5. Spot weld bracket and battery holder together. 
Then punch this part at apron panel connecting 
points. 


6. Fit bracket with holder on apron panel and 
plug weld, Fig.59. Tack weld 25mm at rear of 
tray to apron. 


7. Dress weld points. 





Fig.59. Plug weld battery bracket with holder 
on apron panel. 


44 274 4 CROSSMEMBER - FRONT - REPLACE 





To Remove 


1. Cut out front crossmember, first removing 
both bumper holders (4 bolts.), Fig.60. 





Fig.60. View of crossmember to be cut out. 
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2. Drill out spot weld connections between 
crossmember and side member, Fig.61 and ¥ 


disconnect fender stay. 


3. Drill out headlamp support panels right and 
left at connection to crossmember. 





4. Cut out crossmember completely. 
TR44-30 


Fig.61. Drill out spot weld connection at 
right-hand side member. 


5. Straighten spot weld flanges on side member 
and headlamp support panels with hammer and 
dolly. 





6. Dress spot weld flanges on side members and 
headlamp support panels. 
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Fig.62. Fix crossmember at side members with 
clamps. 


To Install 


7. Position new crossmember at side members and 
fix with clamps and cramps, Fig.62. 


8. Plug weld crossmember at side members, 
Fig.63. 


9. Plug weld headlamp support panels right and 
left on crossmember. 


10. Bolt on both bumper holders and reconnect 
fender stay. 





Fig.63. Plug weld crossmember at side members. 
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44 276 4 APRON PANEL - REPLACE (one side) 





To Remove 


1. Drill out spot weld connections between apron 
panel and floor assembly, Figs.64 and 65. 


NOTE: Remove cables, leads and rubber mats from 
vicinity of working area. 





Fig.64. Drill out apron panel at outside 
connecting points. 





Fig.65. Drill out apron panel from 
passenger compartment. 









2. Mark out cut line on apron panel to be cut Vw 


out, Fig.66. at 
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Fig.66. Mark apron panel cut line. 
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NOTE: With apron panel on left-hand side, remove 
steering box mounting bracket from side member 
(4 bolts). 


TR44-35 
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3. Cut out apron panel from side member, bulk- 
head and side panel, Fig.6/7. 


4. Remove metal remnants from spot weld flanges. 


5. Dress spot weld flanges, then straighten with 
hammer and dolly, Fig.68. 


To Install 


6. Dress spot weld flanges on new apron panel. 


7. Punch apron panel in area of steering box 
mounting bracket. 


8. Coat contact faces of spot weld flanges with 
weld-through primer. 


NOTE: When fitting the new apron panel, first fix 
the steering box mounting bracket on the side 
member. Then weld on the previously punched 
apron panel. 


9. Position apron panel and fix with clamps and 
cramps, Fig.69. 





Fig.67. Cut out apron panel (steering 
box removed). 


SL 


TR444 





Fig.68. Straighten spot weld flanges. 
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Fig.69. Apron panel punched in area of steering 
box mounting bracket and fixed with 
clamps. 
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10. Spot weld apron panel on side member, 
Fig. 70. 


TR44-39 





Fig./0. Spot weld apron panel at side member. 


11. Weld apron panel on bulkhead and side panel, : 
Figudls 


NOTE: Have fire extinguisher at hand due to fire 
risk. 





Fig./1. Weld apron panel to side panel. 


12. Braze apron panel at the corners, Fig./72. 


13. Dress apron panel at weld locations. 


14. Seal apron panel at joints with metal joint 
Sealer and spray from the reverse side with 
underseal. . 





Fig./2. Braze apron panel at the corners. 
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44 276 5 SECTION - APRON PANEL - REPLACE 


To Remove 


1. Drill out battery bracket from apron panel and 
remove. 


NOTE: On diesel TRANSITS there is a battery 
bracket on the right-hand and left-hand side 
of the apron panel. 





2. Measure out damaged apron panel and mark out 
cut-Line, FPids/d. 





Fig.73. Cut line between side member and apron 
panel. 


3. Cut off damaged apron panel section, Fig./4. 





Fig.74. Cut apron panel section. 


4. Remove metal remnants from spot weld flanges, 
Pi geras 


5. Deburr cut edges and remove underseal in area 
of cut. 


6. Dress spot weld flanges and straighten. 


axe 





Fig.75. Remove metal remnants. 
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7. Joggle remaining apron panel section with a 
joggling tool, Fig.76 and 7/7. : 


To Install 


8. Measure up new apron panel section on the 
panel section cut out and mark new section, 
Fig./8. When measuring, allow 10 to 12 mm 
extra for overlap. 





Fig./6. View of remaining apron panel section. 


9. Cut off marked new apron panel, deburr and 
remove primer from contact faces of spot weld 
flanges on both sides. 


* 


TR44-45 





Fig.//. Joggle apron panel. 


10. Coat spot weld flanges with weld-through 
primer. 





Fig./8. Mark new apron panel. 
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11. Offer up replacement apron panel section, 


trimming it as necessary, and secure with 
clamps and cramps, Fig./9. | 





Fig./9. Secure new section with clamps. 


12. Weld new apron panel section, Fig.80. 





Fig.80. Weld new apron panel section. 


13. Spot weld new apron panel section to side 
member and weld. 


14. Dress welded zones and joint seam, Fig.81. 





TR44-50 
Fig.81. Dress joint seam. 
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15. Tin and solder-fill joint seam, Figs.82 and 
83. 











———_ 
16. Dress solder-filled locations on joint seal, 
Fig.84. | 
Fig.83. Solder-fill joint seam. 
, 
17. Seal apron panel at the joints with metal 
joint sealer and weld on battery bracket. 
18. Spray underseal onto reverse side of apron 
panel. 
me Fig.84. Dress solder-filled locations. 
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44 281 5 SECTION - SIDE MEMBER - REPLACE — 





To Remove 


1. Mark damaged side member at centre of threaded 
hole, Fig.85. 








2. Drill out spot welds at front connection 
between floor panel and side member. 





Fig.85. Mark side member at centre of threaded 
hole. 


3. Cut side member at marked spot with grinding 
machine and on apron panel and floor panel 
with pneumatic chisel, Fig.86. 


4. Drill out spot welds at connection between 
side member and floor panel from passenger 
compartment,in area retaining plate with weld 
nut, Fig.8/. 
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Fig.87. Drill out spot welds at connection 
between side member and floor panel. 
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5. From passenger compartment, chisel open and 
bend up floor panel over side member, Fig.88. 


6. Deburr cut edges and remove remains of 
retaining plate with weld nut from remaining 
Side member section. 


11/79/52 





7. Mark holes on side member and drill out. : 
| Fig.88. Drill out spot welds, chisel open 
and bend up floor panel. 


To Install 


8. Mark new side member at same point as shown in 
Fig.85 (centre of threaded hole). 


NOTE: Drill out the four spot welds on the 
retaining plate of the weld nut and remove 
plate. Keep for subsequent re-installation. 





Fig.89. Make up internal shoe. 


9. Cut new side member at marked location. 


10. Make up internal shoe as per Fig.89. 


11. Drill] 14 holes (12 mm dia.) on new side member 
section, Fig.90. 





Fig.90. Drill hole on new side member section. 
A - Holes 
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12. Insert internal shoe into new side member section and weld, Fiq.91. 


NOTE: For side members with additional reinforcement plate (diesel and HD version) the reinforcement 
plate must be welded in approx. 100 mm right and left before inserting the shoe, Fig.92. 


11/79 /5§ 





Fig.91. Shoe welded with side member section. 
A - Reinforcement plate diesel and HD version 


13. Weld shoe as well as weld nut retaining 
plate, Fig.92. 


TI/ 79 / 56 





Fig.92. Weld locations on shoe and weld nut 
retaining plate. | 
Shoe welded in reinforcement plate 
approx. 100 mm right and left. 
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14. 


15. 


16. 


17. 


18. 


19, 


20. 


21. 


Drill 14 holes (12 mm dia.) on remaining side 
member section, Fig.93. 


Place new cover plate on new side member 
section, clamp and spot weld. 


Insert side member section with welded-on shoe 
into remaining side member section of body, 
Fig.93. 


Measure up side member section, Fig.94, bring 
into correct installation position and clamp. 


First, weld side member section alternately at 
the holes and then at the cut location. 


From the inside of the cab, weld the internal 
shoe through the opening in the floor panel, 
Fig.95. 


Straighten chiselled-open sheet metal strip 
and bend back. Weld holes in floor panel to 
the side member and to cut edges of sheet 
metal strip. 


Repaint repaired area in colour of vehicle. 








Fig.93. Drill holes in remaining section of 
side member and locate new section of side 
member. 
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Fig.95. Weld internal shoe in side member. 
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44 413 DOOR (CAB) - REPLACE 
To Remove 
1. Remove window crank, inner door handle, arm 


. Remove quarter light, by removing 2 screws on 


. Disconnect window channel at rear (1 screw), 


. Remove door lock with remote control. Unclip 


. Remove outside door handle (2 screws), Fig.98. 


rest and door trim panel. 


Pull off door plastic sheet and remove. 


Remove belt rail weather strip inside and 
outside. 





Fig.96. Remove door quarter light. 
D - Mounting on inside door panel 
E - Mounting on door window frame 


the door frame and 1 screw on the inside door 
panel, Fig. 96. 


Remove door window glass (2 screws). 


Remove window crank mechanism (6 screws). 
Fig.9/7. 





Fig.97. Remove crank mechanism. 
A - Cushioning rubber 
B - Crank mechanism plate fastening 
screws 


and remove with glass run. 


outside door handle linkage from door lock 
and disconnect interior lock button from door 
lock. Undo 3 screws each on remote control 
and door lock and remove lock with remote 
control. 





Fig.98. Outside door handle complete with lock. 
A - Drive piece 
B - Outside handle 
C - Connecting rods 
D - Lock 
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10. Remove pull-to grip, by drilling out 2 blind 
rivets. 


11. Remove locking button grommet from door. 


12. Remove check strap (2 screws), Fig.99. 


13. Unscrew hinge bolts (6) and remove door, 
Fig. 100. 


14. Remove rubber door seal together with lower 
clips. Remove old adhesive remnants from 
flange. 


To Install 


15. Coat rubber door seal and door with adhesive 
and glue on rubber seal. Then attach clips 
from below. 


16, Fit new friction pad between hinge and door 
and mount door on hinges and tighten with 
bolts. Then align. 


NOTE: Pay attention to gap from side panel and 
fender. 


17, Fit check strap and replace pin and 
retaining ring. 


18. Insert pull-to grip in door and fix with blind 


rivets, Fig.101. 


TR/41/37d 


Fig.99. Remove pin and retaining ring connecting 
check strap mounting on A pillar. 








Fig.100. Door hinge bolts. 





TR44-119 
Fig.101. Fix pull-to grip with blind rivets. 
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44 413 
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19. Screw on outside door handle, Fig.102. 
20. Fit locking button grommet to door. 
21. Insert door lock and remote control in door, 
loosely fit screws and clip on linkage from 
locking button and outside handle. 
22. Tighten screws and screw on door locking 
button. 
Fig.102. Fit outside door handle. 
—, 
23. Fit window channel and rubber glass run at 
rear. 
24, Fit window guide, Fig.103. 
25. Insert crank mechanism in door and screw in 
place. 
26. Fit door window glass and quarter light with 
brace. 
Fig.103. Guide rail and holder. 
A - Fibre washer a 
B - Plain washer 
C - Serrated washer 
D - Screw 
27. Fit belt rail weatherstrip inside and 
outside. 
28. Stick on door plastic sheet. 
29. Fit door trim panel, window crank, inner door 
handle and armrest, Fig. 104. TR/41| 28 
Fig.104. Door trim panel. ~ 


A - Fastening screw 
B - Armrest 
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44 415 OUTER PANEL - DOOR - REPLACE 


To Remove 


l. 


Zs 


~~ 
. 


10 


1] 


12. 


Take off door trim panel. 

Remove door plastic sheet and belt rail 
weatherstrip inside and outside. 

Remove quarter light with brace, by removing 
screws on door frame and 1 screw on inside 
door panel. 


Take out door window glass (2 screws) and 
window guide brace at rear (1 screw). 


Remove window guide and door lock (3 screws). 


Remove outside door handle (2 screws). 


Remove belt rail clips. 


Remove door side mirror, if fitted, and door 
arrester. 


. Loosen hinge bolts (6) on door and remove 


door, Fig.105. 


Carefully remove rubber door seal. 


Drill out spot welds on door inner panel 
flange at window opening, Fig.106. 


Cut through door surround with parting-off 
grinder, Fig.107. 





Fig.105. View of door. 
A - Outer panel 
B - Inner panel 





Fig.106. Drill out inner door panel at 
window opening. 
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Fig.107. Cut through door surround. 
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13. Remove metal remnants from spot weld flanges 
with hammer and chisel, Fig.108. | 


14, Separate door outer panel from inner panel, by 
heating outer panel and removing from bonded 
connection to brace, Fig. 109. 


15. Dress spot weld flanges on inner door panel 
and straighten, Fig.110. 


To Install 


16. Dress spot weld locations on new outer door 
panel. 


17. Coat spot weld flanges with weld-through 
primer. 


18. Apply metal adhesive to inner door panel 
brace. 


Fig.109. Heat outer door panel and remove 





Fig.108. Remove metal remnants from spot weld 
flanges. 





from bonded connection to brace. 


ee 
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Fig.110. Straighten spot weld flanges on 
inner door panel. 


a 
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19. Position outer door panel and fix with clamps, 
Figsiil. ; 





TR44-168 





Fig.111. Fix door panel with clamps. 


20. Tack (spot weld) outer door panel to inner 
panel, Fig.112. 





Fig.112. Tack on outer door panel. 


21. Plug weld window opening flange and belt rail 
flange, Fig.113. 





— Fig.113. Plug weld window opening flange. 
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22. Turn over flange along circumference of door 
with wooden mallet and dolly, Fig.114. 


23. Spot weld outer door panel, Fig.115. 


24. Dress spot welds and plug welds, Fig.116. 





25. Seal outer door panel at connection with inner 
panel using metal joint sealer. 


26. Glue on rubber door seal. 


27. Fit door and adjust. 


NOTE: Pay attention to correct gap from rear side 
panel and B pillar. 





TR44-171 
28. Fit door arrester and, if fitted, side mirror. 


Fig.115. Door outer panel spot welded on. 


29, Fit belt rail clips. 


30. Fit outside door handle and door lock. 


31. Fit window guide and window guide brace at 
rear. 


32. Insert door window glass. 


33. Fit quarter light and door weather strip 
inside and outside. 





34. Fit door plastic sheet and door trim panel. TR44-173 
Fig.116. Dress welds. 
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44 453 SIDE DOOR (with window) - REPLACE 
To Remove 


1. Remove door trim panel, caps and clips, 
Fig.11/7. 


2. Remove window control by unclipping linkage, 
removing 3 screws and taking out remote 
control. 


3. Unclip door lock linkage, remove 3 screws and 
remove lock, Fig.118. 


4. Remove outside door handle (2 screws). 


5. Drill out 2 blind rivets on pull-to grip and 
take off grip. 


6. Take out window glass and remove door arrester 
from B pillar. 


7. Remove screws (6) from hinges and take off 
door, Fig.119. 


8. Remove rubber door seal with clips at bottom. 


TR44-179 





Fig.117. Take off door trim panel. 





Fig.118. Door lock and outside handle striker. 
A - Lock fastening screws 
B - Striker 
C - Control rod 
D - Remote control plate 





TR44-180 


Fig.119. Side door hinge screws. 
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To Install 


9. Coat rubber seal and door with adhesive and 
stick on rubber seal. Then fit clips from se 
| _—— \\ 








10. Mount door on hinges, fit and adjust. 


— = 


. 4 


NOTE: Pay attention to correct gap from side panel 
at rear and B pillar, Fig.120. 





TR44-181 


Fig.120. Side door gap. 


11. Screw door arrester onto B pillar 


12. Fit window glass, Fig.121. Insert pull-to 
grip and rivet down. 


13. Insert outside door handle in door and fit. 


14. Position door lock, put in screws, clip in 
outside handle linkage and tighten screws. 





Fig.121. Glass, rubber seal and cord. 
A - Cord 


15. Position remote control, put in screws, clip 
in linkage on lock and tighten screws, 
Fig.122. 


16. Fit caps on inner door panel and fit door trim 
panel with clips. 


TRI41/47 © 





Fig.122. Side door remote control. 
A - Remote control 
B - Connecting rod 
C - Screw and washer 
D - Closing lever 
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44 476 4 ROCKER PANEL - FRONT - REPLACE 
(Side panel removed) 


To Remove 


1. Mark out damaged rocker panel, Fig.123. 


2. Cut out rocker panel completely at connection 
with floor panel, box corner, wheel house, 
side panel and apron, Fig.124. 


3. Remove metal remnants from spot weld flanges, 
Fig.125. 





Fig.123. View of rocker panel to be cut out. 


4. Dress spot weld flanges and straighten with 
hammer and dolly. 





Fig.124. Cut out rocker panel. 


To Install 


5. Remove primer from weld flange contact faces 
of new rocker panel on both sides (dress). 





6. Coat contact faces with weld-through primer. 44-08 





Fig.125. Remove metal remnants. 
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7. Position rocker panel and secure with clamps 
and cramps, Fig.126. 





Fig.126. Position rocker panel and secure with 
clamps. 


8. Spot weld rocker panel in upper and lower 
flange areas and wheel house, Fig.12/7. 





Fig.127. Spot weld rocker panel. 


9. Weld rocker panel at connection with B pillar 
and rear side panel, Fig.128. 


10. Dress weld locations and seal rocker panel 
with metal joint sealer and replace rocker 
panel extension and strut. 





R44-71 


Fig.128. Plug-weld rocker panel. 
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44 476 4 ROCKER PANEL - REAR - REPLACE 


(Side panel removed) 


To Remove 


l. 


Cut out rocker panel at connection with floor 
panel, box corner, wheel house, side panel and 
apron, Fig.129. 


Remove metal remnants from spot weld flanges. 


Dress spot weld flanges and straighten. 


To Install 


4. 


5. 


8, 


Dress spot weld flanges on new rocker panel. 


Coat contact faces of spot weld flanges with 
weld-through primer. 


Position new rocker panel and secure with 
clamps, Fig.130. 


Spot weld/weld in new rocker panel at 
connection with floor panel, apron, side panel 
and wheel house, Fig.131l. 


Carefully seal rocker panel with metal joint 
sealer. 


TR44-72 





Fig.129. Cut out rear rocker panel. 
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Fig.130. Secure new rocker panel with clamps. 





TR44-74 


Fig.131. Spot weld rocker panel. 
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44 477 ROCKER PANEL EXTENSION - REPLACE 


(Side panel removed) 


To Remove 


Le 


2. 


3. 


Cut out rocker panel extension at B pillar and 
wheel house, Fig.132. 


Remove metal remnants from spot weld flanges, 
Fig.133. 


Dress spot weld flanges. 


To Install 


4. 


Dress spot weld flanges on new rocker panel 
extension. 


Punch new part at upper and lower spot weld 
flanges, Fig.134. 


Coat spot weld flanges with weld-through 
primer. 


Position new rocker panel extension and secure 
with clamps. 


Plug-weld rocker panel extension at upper and 
front spot weld flanges and weld-in at B 
pillar and wheel house and brace panel body 
rocker. 


Seal rocker panel extension with metal joint 
sealer. 





Fig.132. Cut out rocker panel extension. 





Fig.133. Remove metal remnants. 





TR44-77 
Fig.134. Punch new rocker panel extension at 
upper spot weld flange. 
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44 478 4 ENTRANCE STEP - FRONT - REPLACE 
(Fender and door sill removed) 


1. Drill out all spot welds on entrance step, 
Fig. 135. 


2. Cut out entrance step at A pillar, apron panel 
and floor panel, Fig.136. : 





Fig.135. Drill out spot welds on entrance step 


3. Cut out entrance step at side member and B 
pil tar, Fig. 136. 





Fig.136. Cut out entrance step. 


4. Remove metal remnants from spot weld flanges, 
F192137. 


5. Drill out metal remnants from A pillar TR Ad.96 
reinforcement. 96 





Fig.137. Metal remnants cut out from A pillar 
reinforcement. 


a ne ee en aT 
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6. Dress spot weld flanges and straighten with 
hammer and dolly, Fig.138. 


To Install 





7. Dress spot weld flanges on new entrance step 
at connection to B pillar and punch side 
member extension and B pillar at top, 

PIQsL dF. 





Fig.138. Straighten spot weld flanges. 


8. Coat contact faces of spot weld flanges with 
weld-through primer. 





TR44-97 
Fig.139. Punch new entrance step. 


9. For a better fit, round off upper corners at 
connection to side member. 


10. Position new entrance step and press in 
upwards with a jack or suitable tool. Then TR44-98 


secure with clamps, Fig.140. : 
Fig.140. Press in new entrance step with jack 
and secure with clamps. 
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11. Plug weld entrance step at connection to floor 
panel, Fig.141. 


12. Plug weld entrance step at A and B pillars and 





Fig.141. Plug weld entrance step at floor panel. 


13. Spot weld entrance step at connection to B 
pillar at top and bottom, Fig.142. 





TR44100 


Fig.142. Spot weld entrance step at lower 
B pillar. 


14, Braze corners of entrance step at floor panel, 
Fig.143. 





15. Seal entrance step with metal joint sealer. 


Fig.143. Braze corners of entrance step at 
floor panel. 


; 
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44 517 SIDE PANEL WITH INSIDE WINDOW PANEL - 
REPLACE (front left) | 


ea I TIN SD 


To Remove 





1. Remove seat benches. 


2. Remove rubber mat and filler panel. 


3. Remove seat belts and side trim panels. 


4. Remove sliding and hinged windows. 


5. Mask front seats and windscreen. 





Fig.145. Mark out inside window panel. 


6. Mark out cut line of side panel and inside 
window panel, Fig.144 and 145. 


7. Cut side panel at B pillar and C pillar at 


top, and inside window panel at B pillar and 
connection to side panel at bottom using 
parting-off grinder, Fig.146. 





Fig.146. Cut side panel. 


ee 
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8. Cut out side panel with pneumatic chisel, 
Fig.147 and 148. 





Fig.147. Side panel and inside window panel 
cut out, view from outside. 


9. Cut out inside window panel at connection to 
window flange using pneumatic chisel, Fig.148. 





Fig.148. Side panel and inside window panel 
cut out, viewed from inside. 


10. Remove metal remnants from spot weld flanges, 
Fig.149. 





Fig.149. Remove metal remnants. 
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11. Dress spot weld flanges of side panel and 
straighten, Fig.150. 





weld 


Fig.150. Dress side panel spot flange. 


12. Dress spot weld flanges of inside window panel 
and straighten, Fig.151. 





flange. 


13. Deburr cut edges and joggle with joggling 
£001... Fig. 152. 





R44-149 


Fig.152. Joggle cut edges. 


a 
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To Install 


14. Measure side panel and inside window panel 
cut out on vehicle and transfer to new 
sections, Fig.153 and 154. 


NOTE: Allow 10 - 12 mm extra for overlap. 





TR44-150 
Fig.153. Cut line marked out on new side panel. 


15. Cut new sections and deburr. 





16. Dress spot weld flanges on new sections at 
connections to window opening and rear side 
panel. 


TR44-151 


Fig.154. Cut line marked out on new inside window 
panel. 


17. Punch new side panel at front and bottom, 
PAGS Loo. 





18. Coat contact faces of spot weld flanges with 


weld-through primer. TR44-152 


Fig.155. Punch side panel at front and bottom. 


ie ee eee 
February 1981 FORD TRANSIT '78 ONWARDS: SECTION 44-69 





BODY AMD SAE T “Neer L 


ren SE TE NSE SHEE ISITE STL PO IPCI TT IIE IS DLE LL LLL DELS EE EE EEE ELLE, ELL SEEDED, 


44 517 


19. Position new side panel and secure with clamps 
and cramps, Fig.156. 


NOTE: Pay attention to door gap and even 
transitions from panel to door. 





TR44-153° Ps 


Fig.156. Secure new side panel with clamps. 


20. Spot weld side panel to rear side panel, 
Fig.157, plug-weld at front and at floor 
panel. 


TR44-154 


Figq.157. Spot weld front side panel to rear 
side panel (from inside). 


21. Weld side panel at connection to B and C 
pitrars,-F1¢.158. 


R44-155 





Fig.158. Weld side panel at connection to B 
and C pillars. 
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22. Position new inside window panel and secure 
with clamps, Fig.159. 





Fig.159. Secure new inside window panel with 
clamps. 


23. Spot weld inside window panel at window guide 
and door, Fig.160. 





re] 


Fig.160. Spot weld inside window panel to 
window guide. 


24. Weld inside window panel at connection to B 
and. C pillars, Fig.t61. 





25. Dress weld locations. talads aha afl 


Fig.161. Weld inside window panel at connection 
to B pillar. 
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26. Tin joint seams of side panel and inside 
window: panel and solder-fill, Fig.162 and 
163. 


TR44-159 





Fig.162. Solder-fill side panel joint seam. 


27. Dress solder-fill locations, Fig.164. 


28. Seal all joint seams of side panel with metal 
joint sealer. 


29. Remove masking from front seats and 
windscreen. 








TR44-160 be . 
Fig.163. Solder-fill inside window panel joint 
seam. 


30. Fit side trim panels and seat belts. 4 


31. Fit sliding and hinged windows. 


32. Fit filler panel, rubber mat and seat 
benches. 





Fiq.164. Dress solder-fill locations on inside 
window panel. 
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44 518 SIDE PANEL - REAR RIGHT - REPLACE 


To Remove 


1. Remove rear seat benches. | 





2. Remove rubber mat and filler panel. 


3. Remove seat belts. _ wz 


Fig.165. Mark out rear side panel cut line. 


4. Remove side trim panels with cover plate. 


T alld 


5. Remove hinged and side windows. i —- 


6. Remove top box corner cover plate and cut out » 


reinforcement plate at box corner. 


ger 





i 
I 
! 
I 
! 
i 
I 
! 
I 
I 
! 
L_w 





Fig.166. Cut out side panel. 


7. Mark out side panel cut line, Fig.165. 


8. Cut side panel at C pillar and D pillar at top 
with parting-off grinder. 


9, Cut out side panel at connection to C pillar, 
rocker panel, box corner and wheel house, 


Fig.166 and 167. ise 
Fig.167. View of side panel cut out. 
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10. Remove metal remnants from spot weld flanges, 
Fig.168. 





11. Dress spot weld flanges, Fig.169, and TR44-132__ 
straighten with hammer and dolly. 
Fig.168. Remove metal remnants. 


12. Deburr cut edges and joggle with joggling 
tool. 





To Install 





13. Measure side panel cut out on vehicle and 
transfer to new side panel, Fig.1/0. 





14. Cut new side panel and deburr cut edges. — 
Fig.170. New side panel marked. 


2. 
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15. Dress spot weld flanges of window opening, 
wheel house and connection to box corner on 
new side panel. 


16. Punch spot weld flange at C pillar and at 
bottom in area of rocker panel, Fiq.1/1. 


17. Coat contact faces of spot weld flanges with 
weld-through primer. 


18. Position new side panel and secure with clamps 
and cramps, Fig.172. 


NOTE: Transitions between side panel and adjoin- 
ing sections must be even and flat. 


19. Spot weld side panel at connection to box 
corner and window opening, Fiq.173. 





TR44-135 


Fig.171. Punch spot weld flanges. 








Fig.173. Spot weld side panel at connection 
to box corner. 
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20. Spot weld side panel at connection to wheel 
house, Fig.174. 


21. MIG weld side panel at connection to C pillar, 
rocker panel front and rear as well as joint 
seams, Fig.175. 





Fig.174. Spot weld side panel at connection 
to wheel house. 


22. Plug weld box corner reinforcement, Fig.176. 


23. Dress all weld locations. 


24, Tin joint seams and solder-fill. 


95. Dress solder-fill locations and seal side 


panel with metal joint sealer. 


26. Fit top box corner cover plate. 


27. Fit hinged and side windows. 


98. Fit side trim panels with cover plate and 
install seat belts. 


29. Install filler plate, rubber mat and seat rR44a-14 
benches. 





Fig.176. Plug weld box corner reinforcement. 
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To Remove 





1. Cut out wheel house along cut line, Fig.1//. 


TR44-60 





Fig.177. Cut out wheel house. 





2. Remove metal remnants from spot weld flange, 
Fig.i78. 
Fig.1/78. Remove metal remnants. 
a 
To Install 





3. Dress spot weld flanges, Fig.179, and 
straighten. 





Fig.1/9. Burn paint off spot weld flange. 
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4. Dress spot weld flanges of new wheel house. 


5. Coat spot weld flanges with weld-through 
primer. 





Fig.180. Secure wheel house with clamps. 


6. Position new wheel house and secure with 
clamps, Fig.180. 





Fig.181. Spot weld wheel house. 


7. Spot weld wheel house to body from inside and 
MIG weld at connection to rocker panel, 
FIGslols 


8. Seal wheel house thoroughly with metal joint 
sealer and spray inside with underseal, 


Fig.182. 





Fig.182. Seal wheel house with metal joint 
sealer. 


a 
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44 574 BOX CORNER - REPLACE i. a gear | 
——— eee ee a \ \ 
= 
To Remove 1 
ais \ 
| 
1. Remove rear seat bench. : 
i 
J 
4 
2. Remove rear side trim panel with cover plates. j 
; : J 
wai ! 
! 
TRI ~~. J 





3. Remove rear light. 
Fig.183. Box corner cut line. 


4. Remove reflector/reversing light. 


5. Unclip corner bumper. 


6. Drill out pop rivets on rear entrance rail and 
take off rail. 


— 
. 


Turn up rubber mat and, if necessary, remove 
filler plate. 





[ee] 
v 


Mark out box corner cut line, Fig.183, and cut 
at top with parting-off grinder. Then cut out 
box corner reinforcement with pneumatic 
chisel. 


9, Cut out box corner at connection to side 
panel, rocker panel, D pillar and rear wal] 
panel with pneumatic chisel, Fig.184. 


10. Remove metal remnants, then dress spot weld 
flanges and straighten. 


11. Deburr box corner cut edge and joggle with a 
joggling tool, Fig.185. 





Fig.185. Joggle box corner. 
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To Install (A) 


12. Measure box corner cut out on vehicle and 
transfer to new section, Fig.186. 





NOTE: Allow 10 - 12 mm extra for overlap. 


13. Cut new box corner with parting-off grinder 
and deburr. 





TR44-123 


Fig.186. Mark new box corner and punch. 
A - Box corner cut line 
B - Punch spot weld flange 


14. Dress spot weld flanges at connection to side 
wall on new box corner. 


15. Punch new box corner at connection to D pillar 
and rocker panel, Fig.186. 


16. Coat contact faces of spot weld flanges with 
weld-through primer. 





Fig.187. Weld in new box corner. 


17. Position box corner and secure with clamps. 


NOTE: Pay attention to door gap and even 
transition to side panel. 


18. Spot weld box corner at connection to side 
panel and MIG weld at joint seam with D pillar 
and rear rocker panel, Fig.187. Then weld on 
box corner reinforcement. 





19. Dress weld locations and joint seam, Fig.188. 


Fig.188. Dress joint seam. 





February 1981 FORD TRANSIT ‘78 ONWARDS: SECTION 44-80 





BODY AND SHE E Tee 





44 574 


20. 


21. 


22. 


Zoe 


24. 


25s 


26. 


2. 


28. 


29. 


Tin box corner joint seam and solder-fill, 
Fig.189. 


Dress solder-fill location, Fig.190 and 191. 


Seal box corner with metal joint sealer. 


Fit filler plate and lay rubber mat. 


Fit entrance rail at rear and secure with 
blind rivets. 


Clip corner bumper onto box corner. 


Fit reflector/reversing light. 


Fit rear light. 


Fit side trim panel with cover plates. 


Fit seat bench and secure. 





Fig.189. Solder-fill box corner. 
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20. 


21. 


a LE 


23. 


24. 


236 


26. 


1 


28. 


29. 


Tin box corner joint seam and solder-fill, 
Fig.189. 


Dress solder-fill location, Fig.190 and 191. 


Seal box corner with metal joint sealer. 


Fit filler plate and lay rubber mat. 


Fit entrance rail at rear and secure with 
blind rivets. 


Clip corner bumper onto box corner. 


Fit reflector/reversing light. 


Fit rear light. 


Fit side trim panel with cover plates. 


Fit seat bench and secure. 


Fig.191. Finished solder-fill location. 





Fig.189. Solder-fill box corner. 





Fig.190. Dress solder-fill location. 


Sy 
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44 575 4 DOOR SILL - REPLACE 





To Remove 





1. Mark out door sill cut line, Fig.192. 





2. Cut out door sill along cut line,Fig.193. 
Fig.192. Door sill cut line. 


3. Remove metal remnants from spot weld flanges 
on entrance step, Fig.194. 





4. Dress spot weld flanges and straighten. 
Fig.193. Cut out door sill. 


To Install 





5. Punch new door sill and dress lower spot weld 
flange. 


TR44-56 





Fig.194. Remove metal remnants. 
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6. Coat spot weld flange on new door sill with 
weld-through primer. 


7. Position new door sill at entrance step and eae 
secure with clamps, Fig.195. : _— 
Fig.195. Door sill punched and secured 
with clamps. 





8. Spot weld door sill at lower flange and then 
plug weld at connection to entrance step at 
top, Fig.196. 


TR44-58 


Fig.196. Plug weld door sill. 





9. Braze door sill at corners, Fig.19/7. 


10. Dress weld locations. 





11. Seal door sill with metal joint sealer. TR 44-59 


Fig.197. Braze door sill at corners. 
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44 642 PANEL - BACK - REPLACE 





To Remove 





1. Remove cover plates. 


2. Remove reflector/reversing light. 


3. Unclip corner bumpers. 


4. Remove registration plate and registration 
plate light. 


5. Drill out blind rivets from scuff plate. 


6. Remove door lock striker. 


7. Mark back panel cut line, Fig.198, and cut out 
back panel at connection to floor panel, 
crossmember, rocker panels and D pillars, 
Fig.199. 


8. Remove metal remnants from spot weld flanges. 


9. Dress spot weld flanges and straighten, 
Figu200. 





TR44-102 


Fig.198. Mark out back panel cut line. 





atetentnnaaoooR: 


Fig.199. Cut out back panel. 





Fig.200. Dress spot weld flanges. 


nn 
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To Remove 


10. 


li. 


var 


13. 


14, 


15. 


16. 


17. 


18. 


19. 


Dress new back panel at connection to rocker 
panels and crossmember. Punch at floor panel 
and D pillars. 


Position back panel and secure with clamps, 
F-1gn20h. 


Spot weld back panel onto rocker panels and 
crossmember, Fig.202. 


Plug weld back panel at floor panel and D 
pillars. Fignc03. 


Fit door lock striker. 


Secure entrance rail with blind rivets. 


Fit registration plate and lights. 


Clip on corner bumpers. 


Fit reflector/reversing light. 


Fit cover plates. 





TR44-105 


Fig.201. Secure new back panel with clamps. 


TR44-106 





Fig.202. Spot weld new back panel. 
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Fig.203. Plug weld new back panel. 
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44 674 4 CROSSMEMBER - REAR - REPLACE 





To Remove 


1. Drill out spot welds at connection to floor 
panel. 


2. Cut out rear crossmember at connection to 
floor panel, side members, reinforcements, 
D pillars and side panels, Fig.204 and 205. 





Fig.204. Crossmember to be replaced. 


3. Remove metal remnants from spot weld flanges, 
Fig.206. 
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Fig.205. Crossmember cut out. 


4. Dress spot weld flanges and straighten. 


To Install 


5. Dress spot weld flanges on new crossmember at 
connection to side members, reinforcements and 
D pillars. 





Fig.206. Metal remnants removed. 
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6. Position rear crossmember and secure with 
clamps and cramps, Fig.20/7. 





Fig.207. Secure crossmember with clamps. 


7. Spot weld crossmember at side members, 
reinforcements and D pillars, Fig.208. 


8. Plug weld crossmember to floor panel, 
Fig.209, and MIG weld to side panels. 
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9. Dress weld locations. 
Fig.209. Plug weld crossmember. 
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44 696 FENDER - REAR - REMOVE AND FIT 





To Remove 


1. Remove fender (7 bolts), Fig.210. 
Remove weatherstrip. 


2. Clean contact face on body and clean 
weatherstrip, or replace. 


TR44- 116 


To Install 


3. Position screws on underside fender flange and 
screw on loosely screws to side panel. Then 
slide weatherstrip between fender and side 
panel. 


4. Tighten bolts from inside. 
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Fig.211. Individual parts of rear fender. 


44 734 TAILGATE - REPLACE (Hinged at top) 


I 2 A TT FS TF 


To Remove 


1. Remove door trim panel. Remove caps and 
clips from tailgate. 


2. Remove five screws and take off door lock. 


3. Remove one bolt and one nut from outside door 
handle and take off handle. 





TR/41/69 


4. Remove tailgate dampers left and right. 


Fig.212. Tailgate dampers. 
A - Pillar 
5. Disconnect heated rear window lead and pull B ~- Tailgate 
lead out of door. Then remove door glass. 





February 1981 FORD TRANSIT ‘78 ONWARDS: SECTION 44-88 





BO DY AWND SHEET “METRE 





44 734 


6. 


7. 


Remove tailgate, by taking out 6 bolts on 
hinge, Fig.213. 


Remove rubber door seal. 


To Install 


8. 


9. 


10. 


Remove old adhesive from door flange. 


Coat rubber door seal and door contact faces 
with adhesive and stick on rubber door seal. 


Position tailgate, align and secure. 


NOTE: Pay attention to even gap at box 


11, 


12. 


13. 


14, 


corners, Fig.214. 


Mount door glass and insert heated rear window 
lead in door. Connect cable, Fig.215. 


Fit tailgate dampers at left and right on door 
and adjust. 


Fit door handle and door lock. 


Insert caps and clips and fit door trim 
panel. 





Fig.213. Remove tailaate hinge bolts. 





Fig.214. Tailgate gaps. 





TR44-191 
Fig.215. Connect cable to heated rear screen. 
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> INTRODUCTION 


REPLACEMENT PARTS 





Behind all FORD and MOTORCRAFT products are the vast resources of the worldwide FORD Parts 
Operations which can supply replacement parts made to the same exacting standards as the Original factory 
fitted components. 


FOR THIS REASON INSIST THAT ONLY GENUINE FORD AND MOTORCRAFT PARTS ARE USED AS 
SERVICE REPLACEMENTS. 


The illustrations and descriptive text in this issue were correct at the time of going to print. The Ford Policy is 
one of continuous improvement and the right to change prices, specifications and equipment at any time, 
without notice, is reserved. 


Reference in this publication to ‘optional’, ‘special equipment’, and ‘where fitted’ refer to alternative 
specifications for certain parts. 
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